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95»0&> feat of 30 ". pipeline, extension of rsain 132, north fro* Bolaont and Canada 
Jteada to Hartin Sub-atation, San Mateo County, Pacific Pipeline and Engineers Li- 
mited, and Stolte, Incorporated, a Joint Venture, Contractors 

Progress for week ending September 18, 1948 
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50 






Bights of way cleared 
Trenched 

Welded • /'■ 

Backfilled 

Total job prpgiress 4g 

Company men'lmp^yed 3 ' ^ : 

Contractors men on job 28 

Days worked this week 6 (10 hry day) 

Pi^^'sa^e^^fo^r completion, ^eS***-15; 1948 

REMARKS t Contractor nfinyeij en job August 23, 1948, Work baa been delayed by lack Of 

rights ©f way*, Right of way clearancea for Gryatal Springe development property, 
wai obtained Friday, September 17, but was too late to prevent, aoving equipment 
to a new location. The Crocker Estate and Jersey; Farms properties are still 
not cleared. 

Lowering of pipe' into the trench was delayed during this past week when X-rays 
indicated small defects in three of the longitudinal seams, Investigation and 
additional X-rays showed the welding of the longitudinal seams to be acceptable 
and installation of toe pipeline was resumed. 
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(c) where the pipe used la of the electric welded' long itudi&al seam weld 
, type, pipe shall he llnaa up eo that the longitudinal velds on the abutting 
lengths ere staggered. Th« wolds shall be so placed as to be in the top quad- 
rant of the las tailed sections and not lees than 6" of the arc apart. 

9. Assum lo* pipe lihe 

, (a) The"engleB In the pipe line of 20° or greater will be made using por- 
tions of 90° weld ella having a canter line radius of 30". The Company will 
furnish a stock of 30" t 90° welding oils which Contractor shall machine out 
With an oxy^aoetylane cutting machine to the required angularity, care being 
taken that all cute ere mad© radially. Angle shall be out 1 straight (cutting 
tip perpendicular to surface of metal) then beveled for welding. Bevels shall 
be 300 vith a 1/16" shoulder, 

(b) For anglea in the pipe line lesB than 20° mitered angle ^elda shall be 
made. Ml alters, will be oxy-aectylene taachin© cut and then beveled for welding. 
Angles 6° to 20° will ba fabricated by altering one half (£) of the angularity 
on each pipe section. For angular deflections upto and including 5°, a single 
on one section of pipe will be allowed but care mast be taken in aligning 
the abutting ends ao the inoreese in the major disaster of the mitered end ia 
equally distributed at the throat and apes of the reaultaat angle. All mitered 
nn^ eB_shallJhfi _ w siaed .inside and out. ~ 

(o) After the abutting ends of the miter joint have been out and bfevelad, 
contractor shall use a power grinder on the beveled ends to insure exact fit 
and to remove any osirles or scale left from the cutting and not removed bv the 
"chipping" operation. - 

(d) The use of an approved tending machine vill be alloyed in making 
angular deflect ions up to 20° subject to the provisions of paragraph 10 (c) 
following. 

10 . AMLBS 2h" AHD 20" P^PE LTg 

(a) 0?he anglea in the" 20" and 2k" pipe line greater- than 20° will be made 
using portions of 90° weld ells having a center line radius of 30" and 36" re- 
spectively. The Company will furoieh a stock of 20" and 2V, 90° welding ells, 
which Contractor shall machine cut with an cay-acetylene cutting Bachine? to 
the reguirad angularity, care being taken that all cuts are' made radially and 
the ends, properly beveled for welding. ' 

.(b) For angles in the pipe line of 20° or lees, altered welds Bhall he made. 
All mitera will be oay-acetylen© naohine out and then beveled. Care shall be 
taken ia cutting and fitting ^ the miter. Anglea of 6° to 20° will be fabricated 
by mitering one half (#) of the angularity on each pipe section. For anglea up 
to and including 5°, the mitering of a single joint v ill be allowed but care must 
ha taken la aligning the abutting ends so the increase in the major diameter of 
the mitered end le equally distributed at the throat and apex of the resultant 
angle. All mitered an^le B^jhall^ welded Inside a nd out . 

(o) After the abutting ends of the miter Joint have been cut and beveled. 
Contractor shall use a power grinder on the beveled ends to insure exact fit and 
to remove any oxides or scale left from the cutting and not removed hr the 
chipping" operation. ■ 
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